Work Order ID 85990 
June- 19.12 1:17:06 РМ 


Item ID: 
Revision ID: 
Item Name: 


| D212- 664- 201TRN - 


“яБаагі" 


Аер: 


Crosstube Turning Detail 


Start Date: 19/06/2012 Start Qty: 1.00 AR Cust Item ID: 
Required Date: 03/07/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
Approvals: Process Plan: M — 2 Date: pse 12| é 19 Tooling: Date: _ 
QC: „55 Date: SPC (Y/N): - Date: 
Sequence ID) Orion TT ` $SeUp  — Tool ID Toolé Plan 
avons Center ID Description Run Hours Code 
Draw Nbr Revision Nbr | 
‚р212- 664- 241 Rev D 
100 й I 0.00 
* 4 007 „ MORI SEIKI CNC LATHE LARGE 
Mori Seiki Memo gu 0.00 


Mori Seiki CNC Lathe Large 


110 


*110* 
QC 


Quality Control 


“а 
1-ЕШ tube with sand & install plugs DT8534 on both ends as per Folio FA114 


2-Turn first side as per Folio FAI 14 


3-Blend transition Ines only, **do not sand whole tube**: 
FOLIO REV: . 

DWG REV: 

*Use mill bastard file, brush file repeatedly with file card. 


*Do not use sandpaper coarser than 320 grit. 


QCI- Inspect dimensions to dimension sheet 0.00 
Memo 0.00 
> " 
E í Dust БИ ud mm 
` a И as Es x v a Ет 


*Nonnnan4 nn* 


Setup Start 


Stop 

Run Start 

Stop 
Accept Reject 
00 Qv 


` Reject < 
Number 


Page | 


*NS1* 
*NS2* 


*NR1* 
“МЕ?” 


“Insp. 
Stamp 


ZA 
уда 


d ЖЕЛ SEU 


x 


Work Order ID 85990 
June-19-12 1:17:06 PM 


Item ID: D212-664-201 TRN 


Revision ID: 
Item Name: Crosstube Turning Detail 
Start Date: 19/06/2012 Start Qty: 1.00 1% 
Required Date: 03/07/2012 Req'd Qty: 1.00 * 4 * 
Reference: 
Approvals: Process Plan: _ Date: _ .. Tooling: 

QC: _ » Date: _ .. SPC (Y/N): 
Sequence ID/ Operation 7 Set Ups 
Work Center ID Description Run Hours 
120 0.00 
“490 MORI SEIKI СМС LATHE LARGE 
Mori Seiki Memo 0.00 


Mori Seiki CNC Lathe Large 


130 


ай 
Qc 


Quality Control 


1-Turn second side as per Folio FA114 


2-Blend transition lines only, **do not sand whole tube**: 
*Use mill bastard file, brush file repeatedly with file card. 


“Бо not use sandpaper coarser than 320 grit. 
FOLIO REV: 
DWG REV: 


3-Remove sand and plugs 


4- scribe batch # and part # as per dwg 


QCI- Inspect dimensions to dimension sheet 0.00 


Memo 0.00 


*NOnnnan1nn* se 


Cust Item ID: 


Customer: 
E Date: . 
Date: . _ 
` ToollD Tool# Plan 
Code 


Run 


Start 


Stop 


Start 


Stop 


Accept u Rej ect | 


Qty Qty 


Page 2 
*NS1* 
*NS2* 


*NR1* 

“МЕ?” 
Reject — Insp. | 
Number Stamp 


T M D E 


INIA 
12/08/13 


NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


AGAINST DEPARTMENT/PROCESS 


DISPOSITION 


Work Order: © «42 0 


E Rework Skid-tube Crosstube Prod. Eng. Coor. Engineering 
Part No. | ) 21. (ар Lo (TEN Scrap Machining Smail Fab Rec/Store/Packaging Quality 
2) Use-as-is Thermoforming Finishing Supplier 
NCR No. U- YA A , Werk Order Update Large Fab Composite Other 


Root Description of work order update Initial Action Sign € 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification ac QC Inspector 


Сыр 15, O 2^ ode P bie 
= 


lence or OD. 


FAULT CATEGORY 
Landing Gear Hardware General 
Ш Bending Passes Below Min Breaking m Burrs Ш Maintenance Set-up 
ІШ Centre Not Concentric to О/5 Missing u Contamination NM Mislabeled Supplier 
| [Cracks Size/Length | [Cut Too Short L| Off-Set Temperature/Cure 
u Crushed/Crimp at Bending Spinning E Documentation/Data E Orientation Misread Weld 
u Inspection Strip in Tube Threading u Finish u Out of Calibration Wrong Stock Pulled 
@ Other Wrong l Inspection Incomplete | Out of Sequence 
E Positioned Wrong Drill Holes u Inspection Unqualified u Outside Dimensions u Other 
u Ripples on Inner Bend lm Misaligned | [Instructions Incomplete/Unclear u Over/Under tolerance 
m Torque Waves in Extrusion Е Ovalized III Jigs/Fixtures/Tooling | Н Part Lost 
YA Turning Seqúerice u Over/Undersized B Kit Incorrect Е Ш Part Moved 


a Wave/Twist in Tube | Тоо Мапу = Kit Missing Ш Raw Material 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev F 


L4 


Work Order ID 85990 


June-19-12 1:17:06 PM 


HandF Xtube 


D212-664-20ITRN 


Memo 


0.00 DA 
Hand Finishing US Li 
hiere wos wee iad RR 


«яБаар” 


^ wed AL * M A exo. ok АУР а 
Yep. sad gE BHAT 


Item ID: Accept *NIQNNNAN1 NN* Setup Start *NS 4 ж 
Revision ID: - ` 
Item Name: Crosstube Turning Detail Stop ж N с 2 ж 
Start Date: 19/06/2012 Start Qty: 1.00 *4 * Cust Item ID: I 
Required Date: 03/07/2012 Веда Qty: 1.00 * 4 * Customer: 
Reference: 
UT u -- : mE Run Start x * 
Approvals: Process Pian: _ Date Tooling: Date: М R 1 
Stop 
. . А . * * 
qc: _ u Date: | SPC (Y/N): Date: N R 2 
‘Sequence ID/ Operation I | Set Up/ | ` ToolID Toolé Plan Accept Reject Reject Insp. Е 
Work Center ID Description Run Hours Code , Qty Qty Number Stamp 
4 - - e | — n 
М ñ QC8- Inspect parts - second check 0.00 AC | Tw > _ Er ) 3 
1AN И qe Na d 1 un Е 
QC Memo 0.00 эз; q 
Quality Control 
145 0.00 
*1AR* | u 
Crosstubes Memo 0.00 22 /£- %-[ 5 
Crosstubes GRIND ONLY TRANSITION LINES SMOOTH LONGITUDE WAY. 
150 ——Sressite SCheMicat-Genuersion 0.00 
*4RO* TW 


DOA: AA Date: 


NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 
QA Closed: Date: 


DISPOS:TION 


AGAINST DEPARTMENT/PROCESS 


Work Order: 
| Rework Skid-tube Crosstube Prod. Eng. Coor. Engineering 
Part No. Scrap Machining Small Fab Rec/Store/Packaging - Quality 
Use-as-is Thermoforming Finishing Supplier 
NCR No. m Work Order Update Large Fab Composite Other 


` Root | Description of work order update Initial Action Sign & I 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


3 HERE 


Equip/Tooling 


Offset/Setup 


FAULT CATEGORY : 
Landing Gear | Hardware . General й 

= Bending Passes Below Min Breaking EN Burrs Ng Maintenance Set-up 

Е Centre Not Concentric їо O/S Missing m Contamination | Mislabeled Supplier 
| | [Cracks Size/Length | [Cut Too Short | off-set Temperature/Cure 
1 | Crushed/Crimp at Bending Spinning 1 | Documentation/Data - = Orientation Misread Weld 
| E Inspection Strip in Tube Threading Ш Finish Ш Out of Calibration Wrong Stock Pulled 
| 5 Other Wrong | |Inspection Incomplete E Out of Sequence 

m Positioned Wrong Drill Holes І Inspection Unqualified u Outside Dimensions u Other 

Шш Ripples on Inner Bend u Misaligned || Instructions Incomplete/Unclear E Over/Under tolerance 

u Torque Waves in Extrusion E Ovalized ` | | Jigs/Fixtures/Tooling m Part Lost 

= Turning Sequence u Over/Undersized u Kit Incorrect E Part Moved 

Emi Wave/Twist in Tube m Too Many Ш Kit Missing Е Raw Material 


! 

| 

| H:/FORMS/Quality Assurance\approved QA/NCRWO Rev F 
ў 
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SS 


Work Order ID 85990 
June-19-12 1:17:06 PM 


Item ID: 
Revision ID: 


Item Name: 


Start Date: 


19/06/2012 


Required Date: 03/07/2012 


Reference: 


Approvals: 


Seq uence ID/ 


Work Center ID 


160 


*4AN* 
QC 


Quality Control 


170 


*170* 


Packaging 
Packaging 


180 


“1807 
QC 


Quality Control 


Process Plan: 


v 


| Operation - 


D212-664-201 TRN 


Crosstube Turning Detail 


Start Qty: 1.00 
Req'd Qty: 1.00 


Description 


QCDInspect Chemical Conversion Coat 


Memo 


Packaging 


Memo 
Identify and stock in kanban rack 
Location: —/ 


QC21- Final Inspection - Work Order Release 


Memo 


*ga5oon* 


Accept 


*Nonnnan1nn* 


Setup Start 


Page 4 


*NS1* 


"P Мб?” 
Cust Item ID: 
Customer: 
ғ Run Start x * 
Tooling: Date: М R 1 
Sto 
SPC (Y/N): o Date: T i *N R>* 
Set Up/ | ToolID Tool# Plan Accept Reject Reject Insp. 0 
Run Hours Code Qty Qty Number Stamp 
0.00 


0.00 


0.00 


0.00 


ss (1 kie 


Picklist Print 
June-19-12 1:17:10 PM 


Work Order ID: 85990 
D212-664-201 TRN 


Crosstube Turning Detail 


Parent Item: 


Parent Item Name: 


Comments: IPP Rev:A 08-03-06 new issue 


Component Item ID/ 


IPP Rev B 08.04.02 Removed polish EC verified DD 


*R5990* 
*D212-864-204 TRN* 


Start Date: 19/06/2012 
Start Qty: 1.00 


DD verified by:ec 


Last 


Replacement Mfg/ Bin Primary Route 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand 
q Qty 
D6006-129 Manufactured No 120 Each 27.0000 1 ] 
* * 
ГБ006-129 ct 
Crosstube Material 
Location Loc Ot Loc Code 
LG 27 
23970 2 
26550 3 
34690 1 


i 


Unit of Qtyon Qtyper Kit Total 


Required Date: 03/07/2012 
Required Qty: 1.00 


Date Status 
Issued 


Qty 
Issued 


—L— Gum. 12/05/11 


Work Order: . 


Part No. 


NCR No. 


Landing Gear 
| | Bending Passes Below Min 
m Centre Not Concentric to O/S 
m Cracks | 
a Crushed/Crimp at Bending 
| Jinspectior Strip in Tube 
| | Other 
| | Positioned Wrong 
x; ,[Ripples on Inner Bend 
Torque Waves in Extrusion 
E Turnifig’Sequence 
_| |Wave/Twist in Tube 


—————— áÁáÓ—— 


WORK ORDER NON-CONFORMANCE / UPDATE 


DISPOSITION 


Rework 

Scrap 

Use-as-is 

Work Order Update 


Ш Wrong 
Drill Holes 


l Misaligned 


| Jovalized 


| [Over/Undersized 
Ш Тоо Мапу 


FAULT CATEGORY 


u Burrs 


Ш Contamination 
Ш Cut Too Short 


General 


= Documentation/Data 


| Finish 


Е Inspection Incomplete 
g Inspection Unqualified 


Skid-tube 
Machining 
Thermoforming 
Large Fab 


AGAINST DEPARTMENT/PROCESS 


Crosstube 
Small Fab 
Finishing 


Instructions Incomplete/Unclear 


u Kit Incorrect 
Ш Kit Missing 


‚#lligs/Fixtures/Tooling 


5 


Erg, 


К 


u Raw Material 


ООА: Date: 


QA Closed: 


Prod. Eng. Coor. 

_ Rec/Store/Packaging 
Supplier 

Other 


| |Maintenance 

| |Mislabeled 

| (Он-бес 

Ж Orientation Misread 
u Out of Calibration 

Ш Out of Sequence 

m Outside Dimensions 
| [Over/Under tolerance 


| Part Lost 


m Part Moved 


Engineering 
Quality 


d 6,” 
е 


Set-up 

Supplier 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


m Other 


DART AEROSPACE LTD 


i Actual 
ota menden | Tolerance | gan, | Accept | Reet | Mhz | Comment 
0.200 +/-0.010 208 — | luen cA c- od 
R0.063 +/-0.010 | -— = | Rb 
2.990 +0.005/-0.000 | 2 .9G/ | 2 ern 
5.237 000 15.937 ee 
а 2.686 +0.005/-0.000 |^) - G46 — E: A 
: ш коз ш 
2 2.854 «0005-0000 | 1L. Gov | — —— 
2.938 +0.005/-0.000 | 2.40] /7 Жар MEA 
3.021 +0.005/-0.000 | 2. Ho | — 
sisse уте IS o IS 
009000 13.19 | 7 | I NO 
0.200 +/-0.010 
R0.063 +/-0.010 
2.990 +0.005/-0.000 
5.237 +/-0.030 
2.600 +0.005/-0.000 
2.686 +0.005/-0.000 
ш 2.770 +0.005/-0.000 
a 2.854 *0.005/-0.000 
o 2.938 *0.005/-0.000 
3.021 *0.005/-0.000 Ж 
+0.005/-0.000 = 
3.179 +0.005/-0.000 |3. Е 
124.362 +-0.020 [29.300 — | жее | [a-22 | 
i 4 | 
— - 


H:\FORMS\Quality Assurance\approved QA\ FAlxtube Rev С 


ن а ENRICO Адак AD‏ تات ومر تررم سرت د د ممت ب 


— T aÑ 


DART AEROSPACE LTD 


бе See aga че 
Description: Crosstube Assembly (205/212 High Aft Part Number: 
ЕЕЕ 
Inspection Dwg: 0212-664-241 Rev: D 


WALL THICKNESS MEASUREMENT 


—— READING 1 
READING 2 

— — READING 3 
READING 4 
READING 5 

— — READING 6 
— — READING 7 


WALL THICKNESS MEASUREMENT (IN Deviation 
Aw TOLERANCE 
w3 wa _(max-min) 


w1 a w2 
o 1.244 |. 295 354 |. BIS | of7 
READING 2 a 
12; 15 227452224 
| READING 3 - 


emo 1.367 |.350].»^ |. 373| a 


271.96 | 593 [say Lses |. сой 


=— 


Location Г 


3 [зеі [.397[ C | 771.090 
rie |. 294 2701. 265 .25S |. o [5 
READING 7 


5931.2 9€ | (6006 


= с^ 287 | ` 289) 


Calibration Result 
Actual Block Thickness: 250-250 
Sitescan 250 Measured Thickness: 25o- 50 


Measured by: | MON. m Audited by: 
| Date: | 2 JOS ji 


Date Change i Approved 
05.04.27 | New Issue (P/O D412-664-201) 
06.03.09 | Tolerance for 5.237 was +/-0.00 


Dwg Rev. updated En 
Dimension 124.362 was 124.36 
Wall thickness form added 


H:\FORMS\Quality Assurance\approved QA\ FAlxtube Rev C 


a eT 
س‎ D212-664-241 CROSSTUBE ASSEMBLY (205/212 HIGH AFT) 
D212-664-2418 CROSSTUBE ASSEMBLY (214 HIGH AFT 
лісі OS EE RNA 


| 1| 

1 

| 4 | 2 | 2 [02901 SUPPORT 
| 4 | 


| 0294031. | 
| 4 | D3595-063-530 RUBBER CUSHION 
БЕН М521920-28 CLAMP (OR MS21920-30) 


ROCKWELL SPECIFICATION RBO-120-023 
ADHESIVE (TEXTRON/BELL SPEC. 299-947-100, 
TYPE It, CLASS 2 ADHESIVE 


eu Це 


GENERAL NOTES: 


MATERIAL: MANUFACTURED FROM D6006-129 
FINISHED LENGTH = 124.362+0.020 
2) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
PRIME INSIDE AND OUTSIDE PER DART QS! 005 4.2 
PAINT OUTSIDE PER DART 051 005 4.2 
3) TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED. DEO ATTACHED 
4) UNITS: INCHES UNLESS OTHERWISE NOTED. 


5) BREAKSHARP EDGES: 0.005 TO 0.010 MAX. 
6) IDENTIFICATION: SCRIBE DART PART NUMBER “D212-664-XXX" AND BATCH NUMBER ON INSIDE OF CUFF 


USING VIBRATING STYLUS. 
7) WEIGHT: 0212-664-241 = 44.2 lbs (PER IIN-D212-664) EL E AS E 
D212-664-241B = 44.2 Ibs (PER IIN-D212-664) : 
8) PARTIS SYMMETRIC ASOUT CENTERLINE. 2008 -10- 2 


9) RUN CUTTER OFF PART. BLEND OUT EDGE LONGITUDINALY, TRANSITION SHOULD BE SMOOTH. 

10) BEND PROGRESSIVELY WITH A MINIMUM OF 5 PASSES. MAXIMUM TUBE FLATTENING DUE TO BENDING 
IS 6% BASED ON O.D. 

11) LIQUID PENETRANT INSPECT OUTSIDE SURFACE OF CROSSTUBE PER 051 038. 

12) INSTALL D2940-1 SUPPORT USING 0.03" TO 0.06" THICK LAYER OF MAGNOBOND 6398 TO THE SURFACE 
OF 02940-1 THAT WILL BE IN CONTACT WITH THE CROSSTUBE РЕК QSI 015. LET CURE FOR 12 HOURS 
AFTER INSTALLATION AND PRIOR TO PACKAGING. 

13) INSTALL MS2 1920-28 CLAMPS (OR -30) WITH D3595-063-530 RUBBER CUSHIONS TO SECURE THE 02940-1 
SUPPORT ON TOP SIDE OF THE CROSSTUBE. ENSURE CLAMPS ARE OPPOSITE OF CROSSTUBE 
SUPPORT. 

14) EXTREME CARE MUST BE TAKEN TO PROTECT THE OUTSIDE SURFACE OF THE TUBE. THE OUTSIDE 
SURFACE MUST BE SMOOTH AND FREE FROM SURFACE DEFECTS SUCH AS SCRATCHES, NICKS, OR 
DENTS. DEFECTS UP TO 0.005" MAY BE BLENDED OUT LONGITUDINALLY. CIRCUMFERENTIAL GRIND 
MARKS ARE UNACCEPTABLE. ` 

15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND THAT NUT 
HAS NOT BOTTOMED-OUT AFTER TORQUING. 


REFORMATIREVISE GENERAL NOTES/PART LIST; RF 09.09.30 
REORGANIZED VIEWS AND REFORMATTED DRAWING 
TO CURRENT STANDARDS; ADD -241B (ZN D4-2, 84-2); 
REMOVED REF & ADD TOLERANCES (ZN D8-3 & C4-3, 
C6-3 & AB-3); RELOCATED FLAG #6 PER PAR 08-046 (ZN 
А5-3); MOVED TURNING DETAIL 8 UPDATED TOLERANCE 


TO SHEET 4 
REMOVE -1009 ABRASION STRIP; ADD MAGNOBOND 
6398, CUSHION, REVERSE CLAMPS 


ADO HOLES FOR COMPATABILITY WITH BHT/AA 
SKIOTUBES 


07.03.08 


05.02.04 


00.12.12 
DESCRIPTION DATE 


esc | DART AEROSPACE LTD 
HAWKESBURY, ONTARIO, CANADA 
CHECKED | 4 DRAWING NO. REV. D 
МЕС. АРРЕ. | Қ 0212-664-241 SHEET 1 OF 4 


"Ni 


; Я 
COPYRIGHT © 2000 BY DART AEROSPACE LTD 
DATE 09.09 30 nas DOCUMENT i PRIVATE AND CONFIDENT ARDS SUPPLE ON Tre PRESS COND TON THAT IT 13 
.09. WaT Riau Essa TOR AN ayay OP Ei 
. RO GU OU E AA o 


02940-1 SUPPORT 
MS21920-28 CLAMP, 2X 
"D3595-063-530 RUBBER CUSHION, 2X 


APPLY MAGNOBOND 
BETWEEN D2940-1 AND 
CROSSTUBE 


MS21920-28 
CLAMP, REF 


14.00 (-241) 
7 оя 1375 (2418) / D 


SYM 


D212-664-241/-241B 
ASSEMBLY DETAIL 


D2940-1 SUPPORT, REF 


D3595-063-530 RUBBER CUSHION 
UNDER CLAMP, REF 


SECTION А-А o62 


SCALE 4X 


D212-664-601 
BENT TUBE 


sal 64 
1.03.26 


UNDER REVIEW 


obit 


DEO ATTACHED 


ELEASE 


DART AEROSPACE LTD 
HAWKESBURY, ONTARIO, CANADA 
REV. D 
SHEET 2 OF 4 
pis 
[ [E lo CROSSTUBE ASS Y (205/212 HI AFT) 
COPYRIGHT © 2000 € BY BY CARE EE AEROSPACE LTO ae 


ATED TO ANY OTHER PERSON WITHOUT 
үттүн PERSON FROM DART AEROSPACR LTO 


29.77" (756mm) 
TO END OF R102.0 BEND 
ALONG CENTERLINE 


20.62" (524mm) 
ALONG CENTERLINE 
OF R35.5 BEND 


11.80" REF 
(300mm) 


; 
| qc 53.72:0.13 


90.3862 005 

HOLE TO BE ALIGNED 
WITHIN 10.001 OF HOLE 
ON OTHER SIDE OF CUFF 
2PL 


2.50010.005 


[N элде -> 


VIEW C-C: CUFF DETAIL 923 
SCALE 3X 


R102.022.0 
R35.5£2.0 


\ 


55.03%0.13 —— 


110.06+0.25 


0212-664-601 
BENDING AND DRILLING DETAIL 


2.050+0.005 


SECTION B-B 04.3 
SCALE 4X 


DA 


D212-664-241TRN 


š 
20.3860 005 

HOLE TO BE ALIGNED WITHIN | 
20.001 OF HOLE ON OTHER 
SIDE OF CUFF 


UNDER\AEVIEW 


J 


DEO ATTACHED 


ELEASE 
2009 -10- 2 


резон — | Й | DART AEROSPACE LTD | 
HAWKESBURY, ONTARIO, CANADA | 
IcHecko ` | 4 ORAWING NO. REV. D 
[МЕС АРРА. | М |0212-664-241 SHEET 3 OF 4 


[DEAPPR. Î AL |CROSSTUBE ASS'Y (205/212 НІ AFT) — Nrs 


DATE COPYRIGHT © 2000 BY DART AEROSPACE LTD 
09.09.30 


THIS DOCUMENT 15 PRIVATE AND CONFIDENTIAL. AND I$ SUPPLIED ON THE EXPRESS CONDITION THAT ITIS 
NOT TO BE USED FOR меу PURPOSE OR COPIED OF COMMUNICATED TO ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM CART AEROSPACE LTD. 


R100.0 TRANSITION R100.0 TRANSITION 2 € 
BETWEEN TAPERED BETWEEN TAPERED 2 
SECTIONS SECTIONS 


0.515 WALL 
STOCK, REF. 


C24 
SEE DETAILD 


2 — 5.23720.030 
— 5.675+0.030 


11.795+0.030 
- 27.260+0.030 


- 39.26410.030 
- 42.114+0.030 


30° X 0.500 DEEP 
CHAMFER Е E Т Е Т 


—— - 16.950:0.030 
NN - 22.10520.030 
— - 32.41520.030 
—— - 0 
— 62.181 REF 


fa- 


3:290 ¢ К0.063 A 77H P i Et 


STOCK, REF SYM SEE DETAIL F 


+0.005 
-0.000 


2.600: 


2.68619 205 


2.770100% 


— 


© 

АТА ач 

с ^ S 
2.854:0005 SEE DETAILE E I 
2.938:0.005 J A44 
sss DETAIL D: 
3.021596 pas ل‎ CROSSTUBE CUFF св. 
3.1335, SCALE 5X УТКА 4 


3. 1792 000 7” 


TAPER UNIFORMLY FROM 
[SD 3.179 90€ THROUGH TO 3.2769005 — 
RUNNING OFF PART 


1.07.28 


D212-664-241TRN 
TURNING DETAIL 


пара” 


«0.005 0.005 
3.179 0.000 3.250 0.000 3.276 10005 


DEO ATTACHED 
2.600 4709 REF EL EA SE 


Е CHECKED ' 


| 2: MEG: APPR, 
. DETAIL F: К т 
CUFF TRANSITION ex 


SCALE 10X 


ҒА COPYRIGHT © 2000 rj DART AEROSPACE LTO 
лаз DOCUMENT 13 PRIVATE AND CONFIDENTIAL AND 18 EUPPt IED ON THE EXPRESS CONDITION THAT IT FS 
‚ ROT To BE USED FOR ANY PURPOSE OR COMED ся COMMUNICATED TO ANY OTHER PERSON wna. 
% WRITTEN PERMIGSION FROM DART AEROSPACE LTO. 


DRAWING NO. TITLE REV. D| DART AEROSPACE LTD. |DEOo.no. SHEET NO. SCALE 
D212-664-241 | | CROSSTUBE ASSY (205/212 HI AFT) ENGINEERING ORDER _ |D212-664-241-D-1 SHEET 1 OF 2 NTS| 


: "A 
DATE 1.04.07 DATE fod. iz 


PURPOSE: азар Es 
ADD AN INSPECTION WINDOW TO UNDERSIDE OF CROSSTUBE. £ L ÉE ñ 9 Ef 2 


BR 2011 -04- 18 


CHANGE: 
NOTES 2 OF SHEET 1 IS AMENDED AS FOLLOWS: 


2) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
PRIME INSIDE AND OUTSIDE PER DART QSI 005 4.2 
| i MASK UNDERSIDE OF CROSSTUBE AS SHOWN (HATCHED AREA) AND 
PAINT OUTSIDE PER-DART QSI 005 4.2 
REMOVE MASKING AND APPLY CLEAR COAT 


WAS: 


2) FINISH: CHEMICAL CONVERSION COAT PER DART QS! 005 4.1 
PRIME INSIDE AND OUTSIDE PER DART 051005 4.2 
PAINT OUTSIDE PER DART QSI 005 4.2 


COPYRIGHT O 2011 BY DART AEROSPACE LTO 
THIS OOCUMENT IS PRIVATE AND CONFIDENTIAL AND IS SUPPLIED ON THE EXPRESS CONDITION THAT (T із 
NOT TO BE USED FOR ANY PURPOSE OR COPIED OR COMMUNICATED TO ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM DART AEROSPACE LTD. 


TITLE | REV.D| DARTAEROSPACELTD [DEO NO. SHEET NO. 
D212-664-24 1 CROSSTUBE ASSY (205/212 HI AFT) ENGINEERING ORDER D212-664-241-D-1 SHEET 2 OF | 


D212-684-601 
BENT TUBE 


D212-664-241/-241B 
ASSEMBLY DETAIL 


MASK AREA PRIOR TO PAINTING, 
REMOVE MASKING AFTER PAINT 
AND APPLY CLEAR COAT 


ÉS === 
+= XQ A Ai NN 


COPYRIGHT © 2011 BY DART AEROSPACE LTD 
THIS DOCUMENT IS PRIVATE AND CONFIDENTIAL AND (S SUPPLIED ON THE EXPRESS CONDITION THAT IT 19 
NOT TO BE USED FOR ANY PURPOSE OR COPIED DR COMMUNICATED TO ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM DART AEROSPACE LTD. 


DRAWING NO. TITLE REV. D DART AEROSPACE LTD D.E.O. NO. | SHEET NO. 
D212-664-241 CROSSTUBE ASS'Y (205/212 HI AFT) ENGINEERING ORDER . | 0212-664-241-D-2 SHEET 1 OF 1 


pawn 42 — [Grek ASS ë [wear 72$ [approve MD) / 
DATE 11.07.15 DATE 11.27.22 DATE 279.2.) 


PURPOSE: | 
REPLACE MAGNOBOND WITH PROSEAL. U 


CHANGE: 


IS: | 
Qty Qty | Part Number | Description 
-241 | -241B | 


SS ER E PEE E 
PROSEAL 890 B-2 | SEALANT, AMS-S-8802 CLASS B-2 
| 


WAS: | 
[ыл ыыр лш р л ee ee 
7 AJR AR | MAGNOBOND 6398 ROCKWELL SPECIFICATION RBO-120-023 
| ADHESIVE (TEXTRON/BELL SPEC. 299-947-100, 
| TYPE Il, CLASS 2 ADHESIVE 


| . 
NOTE 12 & 15, SHEET 1 IS AMENDED AS FOLLOWS: 


IS: 


12) TO INSTALL D2940-1 SUPPORT: ABRADE MATING SURFACE OF SUPPORT AND CROSSTUBE WITH 
180-GRIT SANDPAPER AND REMOVE RESIDUE WITH MEK (OR EQUIVALENT). APPLY A 0.04” TO 0.07" 
THICK LAYER OF PROSEAL 890 CLASS B-2 (OR AMS-S-8802 CLASS B-2) SEALANT TO MATING 
SURFACE OF SUPPORT. i 


1 
{ 


15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. PRIOR TO PACKAGING, RE-CHECK 
TORQUE ON CLAMPS AFTER PROSEAL 890 SEALANT HAS CURED FOR 72 HOURS. 


WAS: 


12) INSTALL D2940-1 SUPPORT USING 0.03" TO 0.06" THICK LAYER OF MAGNOBOND 6398 TO THE 
SURFACE OF 02940-1 THAT WILL BE IN CONTACT WITH THE CROSSTUBE PER QSI 015. LET CURE 
FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 


15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 
| 
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